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© Valve body and method of producing same. 

© A valve body (121 and method of producing sam e, t$^J% 
particularly adapted for use, with highly corrosive rMds - /*" 
having the i nternal passag es (14, 16) thereof lined with a ^ 
metal j24') more resistant to corrosion than the remainde r of 
file valve body H2): the lining is of consolidated metal 
powder ( 24') which has been bonded to the passage interi or 
walls (20, 24) and c onsolidated by hot isostatic pressi ng. 
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DOW dered metal is confined within a space def ined by the 



passage wall s and an internal sl eeve or sleeve s that is 

r * i — i. — ^1 -.4-4 "F 




passage waxx s cukj. ct 4 i .; 

inserted within each passage in spaced apart relation from 
the wall thereof. The po wdered m etal is then filled in this 
space between the sleeve insert and the passage wall. 
I Typically, the assembly is evacuated to a subatmospheric 
1 assure prior to hot isostatic compacting. The sleeve may 
' be made from any conventional material but mild_carbon_st 8S l 
is preferred. This material may also be used for the 
valve body. After hot isostatic press ing the pas ja ges.are 
machined in the conventional manner which machining 
ISaHon serves to remove the sleev e from each passage. 

The invention will be more particularly described 
with reference to the accompanying drawing which illustrates 
15 in sectional elevation a valve body according to the present 
invention and the method of producing same. 

With reference to the drawing there is shown an 
assembly designated generally as 10 that includesaj^ve 
boay 12, which may be of mild steel. The valve body has 
20 alh^ugh passage 14 through which the fluid passes into and 
out of the valve. Intersecting passage 14 is a second ■ 
passage 16 adapted to accomodate in the conventional manner 
a valve stem (not shown. . In passage 16 there is inserted 
a .. «■ steel sleeve ^ which^onca^ric with and in 
25 spaced apart relation from the wall 20 of passage 16. Like- 
wise, similar sleeves 22a and 22b are provided in passage 14 
in spaced apart relation from the walls 24 thereof and in 
abutting relation to sleeve 18 of intersecting passage 16 
Sese sleeves 18, 22a and 22b may be of dimensions permitting 
30 them to be secure within the valve body without requiring 
welding inside the valve body; however, welding may be 
performed although such is not the preferred practice. It 
is preferred that welding not be used because weldxng is 
difficult and expensive to perform within the relatively 
35 small confines within the valve body. 

the sleeves and the walls of the passages are filled with 
• peered metal 2V . Stem 26 which is shown in ^ drawing 
Z association with sleeve 18 may be used to facilitate the 
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CLAIMS 

1. A method of producing a valve bod y (12) having 

an internal passage (14 or 16) and particularly adapted for 
use with highly corrosive fluids, characterised in that said 
method comprises c onfining a lining of powdered j netal (24') 

5 on said internal passage (14 or 16), sai d^powdered met al 
(24») being of a metallurgic al composition m ore resist ant 
to said corrosive fluid than t he material from which said 
valve body (12) is con structed, heating said powdered metal 
(24*) and hot-isostatic pressin g said powdered metal (24') 

10 to dens if y__ and_bond said powdered metal (24') to sa id 
in ternal passag e (14 or 16) of said valve_body (12). 

2. A method according to claim l r characterised in 
that said l ining o f powdered metal (24') is confined within 
a space defined by a wall (20 or 24) of said internal 

15 passages (14 or 16) and a sleev e (18, 22a, 22b) inserted 
within said passage (14 or 16) in spaced -apart relation to 
said wall (20 or 24) . 



3. A method according to claim 2, characterised in 
that said space and associated lining of powdered metal (24') 

20 is evacuated to subatmospheric pressure prior to hot 
isostatic compacting. 

4. A method according to claim 2 or 3, characterised 
in that said sleeve (18, 22a, 22b) is made f rom jind_carbon 
steel * 

25 "* 5. A method of producing a valve body (12) having a 
first internal through passage (14) adapted for the flow 
therethrough of highly corrosive fluids and a second passage 
(16) intersecting said first passage (14) within said valve 
body (12) and adapted to accommodate a valve stem, 
3 0 characterised in that said m ethod comprises inserting a 
first sleeve (18) within on e of said passages (16) , said 
sleeve (18) intersecting the other passage (14) and being 
in s paced-apar t relation from a wall (20) of said passage 
(16) within which it is inserted to form a space there- 
35 between, i nserting a.second sleeve (22a) and a thisd sleeve 
(22b) within said other passage (14) and said second and 
third sleeves (22a, 22b) abutting said first sleeve (18) 



